A methodology for the design and construction of simple foil thrust bearings intended for parametric performance testing and low marginal costs is presented. Features drawn from a review of the open literature are discussed as they relate to bearing performance. The design of fixtures and tooling required to fabricate foil thrust bearings is presented, using conventional machining processes where possible. A prototype bearing with dimensions drawn from the literature is constructed, with all fabrication steps described. A load-deflection curve for the bearing is presented to illustrate structural stiffness characteristics. Startstop cycles are performed on the bearing at a temperature of 425 • C to demonstrate early-life wear patterns. A test of bearing load capacity demonstrates useful performance when compared with data obtained from the open literature. This publication is available from the NASA Center for AeroSpace Information, 301-621-0390 13. SUPPLEMENTARY NOTES
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• Access the NASA STI program home page at http://www. sti Operating at high speeds and temperatures, these next-generation turbomachines will present tribological challenges that conventional oillubricated rolling element bearings may be unable to meet, including shaft speeds well above three million DN and bearing temperatures in excess of 400 • C [1] . Continued advancement of foil bearing technology will allow more widespread adoption of oil-free shaft supports in high speed rotating equipment.
As described by DellaCorte et al. [2] , machine designers have been slow to adopt this technology into candidate systems due to the relatively small number of foil bearing manufacturers and a perception of risk. Beyond a specific expertise in the details of gas dynamic lubrication, the fabrication of foil bearings requires a technical knowledge of metallurgy, sheet metal forming, and tribology, dissuading many from attempting their manufacture and development. The information presented herein attempts to provide a basic methodology for the production of prototype thrust bearings for technology evaluation and research.
A further motive for describing the fabrication of foil thrust bearings is the relative dearth of information in the open literature regarding their design, construction, and performance, especially when compared to their journal bearing counterparts. The patent literature contains many references to design practices for the compliant structure supporting the top foil, but only a handful of authors have presented experimental evaluations of performance [3] .
Those experimental evaluations are a necessary and critical part of the design effort. Valco and DellaCorte [4] recommend a four-step approach for transitioning foil bearing technology into specific turbomachines: 1) concept feasibility assessment; 2) bearing component development and testing; 3) simulated rotor system testing; and 4) turbomachinery system demonstration. This process provides a staged approach to bearing integration that mitigates technical risk with each step.
Performance guidelines have been established to predict journal bearing load capacity [1] and power loss performance [5] for the initial concept feasibility step. The open literature contains many examples of bearing component development and testing (see [2] for a brief discussion of journal bearing devel-opment history). Similar guidelines for foil thrust bearings have not yet been validated however, and fewer details of thrust bearing development and testing are freely available. Simulated rotor testing can be performed with facilities such as described by Howard [6] , but this type of testing focuses mostly on the radial (orbit) motion of the shaft, whereas thrust loading is more difficult to simulate. The net result is that foil thrust bearing tools have not experienced the same degree of development as those for journal bearings, increasing the technical risk in transitioning them to new turbomachines.
To ameliorate some of the challenges in thrust bearing development, DellaCorte et al [7] have suggested that oil-free turbomachine designs should attempt to minimize thrust loads to reduce load capacity requirements and improve design margin. They also suggest that with lower thrust loading, bearings can be sized smaller to reduce power loss and cooling requirements, driving overall system efficiency higher. Furthermore, lower thrust loads allow a reduction in rotating mass and inertia due to a smaller thrust runner, which can improve the rotordynamic characteristics of the shaft. While conventional rolling element bearing-supported machines are designed to always have a net positive thrust load to prevent skidding of the rolling elements, foil bearings do not require, nor do they benefit from this practice. Consequently, somewhat different design practices are required and employed in foil bearing-supported systems.
Background
Foil bearings are hydrodynamic bearings composed of compliant surfaces and generally employ a gaseous lubricant. In both geometries a rotating member drags the viscous process fluid into a converging gap, raising the fluid pressure and providing a load carrying capacity. Figures 1 and 2 show the basic components of journal and thrust foil bearings.
Foil bearings were first reported in the open literature by Blok and Van Rossum [8] . These early tension-dominated oillubricated bearings were found to allow thicker fluid films than rigid geometry bearings under a given loading condition, and their compliance provides increased tolerance to misalignment, shock loading, rotor distortions due to centrifugal and thermal stresses, and other deviations from optimal geometry. This tolerance to component-level and system-level geometric distortions is particularly important when using a thin gas film as opposed to a relatively thick viscous oil film. Bending-dominated foil journal bearings followed, with a smooth sheet metal foil providing the bearing surface, and reinforced by a compliant foil support structure. Some of the earliest compliant thrust bearings were more of an outgrowth of predecessor step and tilting pad bearings than a revolution in design and function.
Common practice in modern foil bearings is to use corrugated "bump foils" to form the compliant structure, with many designs incorporating several layers of bump foils to tailor stiff- Figure 2 . Typical Geometry of a Modern Foil Thrust Bearing ness properties as a function of bearing loading [9] . The further use of "stiffener foils" between the top and bump foils is an established practice to allow optimization of the bearing deflection behavior. DellaCorte and Valco [1] provide a simple relationship to estimate journal bearing load capacity at various operating conditions, where it is found that the increased complexity of bearings with these features allows for several-fold improve-ments in bearing load capacity over the simplest designs.
The patent literature shows an abundance of alternative designs for foil journal bearings including multipad and overlapping "leaf" designs [10] , [11] , with early foil thrust bearing designs employing similar configurations. However, the earliest foil thrust bearing patents incorporate more advanced design features than are seen in the first foil journal bearing patents. In the first appearance of a bump-foil type thrust bearing in the patent literature [12] , a bearing is described with multiple smooth foils tailored to provide speed-and load-dependent deflection behavior for increased load capacity.
This multistage, deflection-dependent bearing stiffness is described as a key feature in modern high load capacity foil journal bearings, though more often achieved by multiple bump layers [9] . Furthermore, descriptions of variable stiffness in the radial [10] and azimuthal [13] directions of the pad appear in the early patents. A number of patents describe a stiffness distribution matching that of the pressure distribution as a technique to increase load capacity [14] [15] .
It is notable that in contrast to journal bearings, typical thrust bearing configurations result in large differences between runner surface velocities at the inner and outer diameters of the thrust pads. Bump foil structures must be designed to provide appropriate stiffness distributions to account for these gradients in runner surface velocity.
Another effect described in the literature is crowning of the runner surface. Here, the heat input from viscous dissipation in the gas film leads to an axial temperature gradient in the thrust runner, resulting in a convex rotating surface. Early patents acknowledge the effectiveness of a compliant foundation in compensating for this phenomenon [10] [14] , and describe structural tailoring as a way to combat its deleterious effects [16] . Centrifugal stress distortions in the rotating runner can also be accommodated by a compliant bearing surface.
Tailoring of the bearing stiffness distribution to accommodate system-level effects, such as misalignment, also appears in the early literature. Gray and Heshmat [16] describe a bearing whose outer sections are more compliant than inner sections, allowing increased deflection at the outermost radius of the bearing, preventing high speed rubbing contact.
Although a review of patent disclosures yields a wide array of techniques for increasing thrust bearing performance, only a few studies have been published providing experimentally measured bearing performance [17] [18] , with these focusing mainly on simpler bearing designs. Specific details of advanced bearing designs remain proprietary and protected under U.S. patent law, thereby restricting the availability of performance data for state-of-the-art bearings. Despite these restrictions, a number of advanced features are described in expired patents and are therefore freely available to would-be bearing designers. A modular foil thrust bearing architecture facilitates the parametric evaluation of the effectiveness of these features. In the sections that follow, a basic design is developed, fabricated, tested, and discussed. The primary purpose of this work, however, is to demonstrate the manufacturing process in order to stimulate more widespread adoption of the technology.
Design Features
The baseline test bearing is designed to have several discrete pads composed of three major components: a top foil to provide the stationary boundary for the hydrodynamic gas film, a bump foil structure to provide compliant support for the top foil, and the thrust bearing backing plate, as shown in Figure 2 . In more advanced bearings, multistage bump foils [9] and reinforcing stiffener foils [13] , are generally incorporated into this basic design.
Many foil thrust bearing designs rely on the use of spot or tack welds to attach the foil members to the rigid backing plate. This attachment method can have adverse effects, as noted by DellaCorte, et al. [2] , particularly if the individual bearing components are heat treated prior to welding. Additionally, welding precludes the ability to remove and reinstall the foil components, which is conducive to rapid and inexpensive bearing design iterations, as well as increased instrumentation access.
In an attempt to produce a versatile thrust bearing design which provides ample access for instrumentation, such as thermocouples and heat flux gauges affixed directly to the underside of the top foil, welding is not used. Instead, the backing plate is slotted to allow the top foils to be easily installed and removed, as shown in Fig. 3 . For simplicity, a partial-arc circular slot is cut into the plate at the leading edge of each pad so that the top foil is restrained tangentially by a curled-over tab, shown in Fig. 4 . This attachment method is similar to a circular mounting slot proposed by Agrawal and Hockey [19] . An identical slot on the trailing edge allows the bump foil to be attached in the same manor. This provides higher stiffness at the trailing edge of the pad [20] [21] to preserve the converging film under load. Alternate arrangements are also envisioned, including one or more bump foils attached at the leading edge of the pad, or incorporating a stiffener foil attached at either the leading or trailing edge. As opposed to a configuration where many foil layers are fastened together in a stacked arrangement [21] , [22] , this configuration requires a minimal amount of tooling and specialized forming equipment for subsequent iterations in design. The authors do not claim that this specific architecture will result in optimized performance, but it is conducive to relatively rapid and inexpensive technology evaluation, provided suitable test facilities are available.
A further advantage of the curled-over leading edge of the top foil is that it provides a smooth transition region for the process fluid at the leading edge. Whereas welding the top foils to precision spacer blocks can, with care, provide better dimensional accuracy, the curled region provides increased tolerance to When the bearing is assembled, tack-welded shims are inserted into the curled slots at the inner radius and outer radius of the foil to prevent radial sliding of the foil components. The shims can be removed easily to allow mass-based measurements of top foil wear volume, as well as attachment of fine gauge thermocouples, heat flux gauges, and other instrumentation. Although more elaborate methods can be used to constrain the top foil radial movement, such as set screws or other fasteners, the current method provides adequate performance, flexibility, and ease of manufacturing.
Tooling and Fabrication
Typically, foil thrust bearings consist of a discrete number of thrust pads, each having an arcuate shape where a top foil extends circumferentially with constant inner and outer diameters from the leading edge of the pad to the trailing edge. Since the top foil generally defines the boundaries of the gas film, the pad extent is taken in this configuration as the angular distance from leading to trailing edge of the top foil, independent of the details of the compliant understructure. Because this shape does not easily lend itself to common sheet metal forming equipment, the foil blanks used to construct the pads are cut around the perimeter using wire electrical discharge machining (EDM). Other methods commonly used as described in the open literature include stamping and chemical milling processes.
A bearing backing plate, as shown in Fig. 3 , is first machined and surface ground to produce flat and parallel faces. The partial-arc slots needed to retain the foil components are then machined by wire EDM. Conveniently, slot thicknesses achievable by a single wire pass are appropriate to accommodate the practical range of foil thicknesses, leaving a small clearance in the hinge to permit motion. The backing plate is constructed from a nickel-based superalloy (Inconel 718) to allow heat treatment of the entire assembled bearing, as well as to permit high temperature operation. However, other dimensionally stable materials, such as precipitation hardened stainless steel, can conceivably be used for this component as operational conditions dictate.
The top and bump foil blanks are cut from stacks of annealed Inconel X-750 foil by the same EDM process. Dimensions of the foil blanks are given in Figs. 5 and 6 , where the bump foil has several azimuthal slits separating it into five individual bump strips, as described by Gray and Heshmat [16] . This configuration allows for variable bump spacing which helps to accommodate the effects of varying surface velocity, thermal crowning, centrifugal dishing, and misalignment. The rectangular tabs are sized to fit into the backing plate slots.
There is a great deal of freedom in the design of the tooling required to form the bump foils. Although stamping or hydroforming methods may be appropriate for higher volume production designs, they are not as well-suited to one-off prototype designs. For this application, a rather traditional set of conventionally-machined dies is selected, and bump foils blanks are pressed into the dies for forming. This arrangement mimics the method reported by DellaCorte et al. [2] , who describe a set of bump foil dies for foil journal bearings that provide for relatively inexpensive fabrication of various bump configurations.
In practice, the same tooling intended to create bump foils for journal bearings can be adapted to press bump foils for thrust bearings. This tooling usually has parallel corrugations, and a thrust bearing bump foil blank can be pressed into that tooling in the same way as a journal bearing blank. This method is attractive in that it requires little additional equipment beyond what is required to fabricate journal bearings. However, to demonstrate an alternate configuration the authors have chosen an arrangement where all bumps are oriented radially.
The bump foil die begins as a circular disk constructed from a suitable steel, such as 15-5 PH [2] , which has been ground flat and parallel. Channels are then machined into the disk, corresponding to the desired corrugated bump profiles. These channels have a profile achieved by milling 508 µm deep with a 3.175 mm ball end mill, which approximates the bump profiles as described by Ruscitto et al [23] and Heshmat et al [24] . A number of different arrangements can be employed, including a conventional milling machine with the workpiece held on a rotary table or dividing head, or with the piece held fixed in a computer numeric control (CNC) mill. This provides several options for a general machine shop to fabricate the tooling without specialized equipment.
Whereas the bump spacing in foil journal bearings is typically described by a linear bump pitch, the radially-oriented bumps in this design are separated by prescribed angular separations. For this work, the die disk has been divided into four sections where the radial channels are spaced by 5, 7, 9, and 11 • respectively, as shown in Figure 7 . Each of these sections contains bump rows extending approximately 60 • to allow construction of bearings with pad extents longer than the standard 45 • shown here. To allow bump foils to be constructed with azimuthal strips of varying bump spacing, the plate is separated into five concentric rings using wire EDM. The rings can then be rotationally indexed to produce a wide array of different bump foil configurations, as shown in Figure 8 . The bump foil blanks ( Fig. 6 ) are arranged on the die to produce the desired bump layout and a 1.6 mm thick layer of polytetrafluoroethylene (PTFE) is placed over the foil, with a thick steel block resting on top ( Fig. 9 ). This stack is then placed in a manual hydraulic press and approximately 20 MPa of pressure is applied to form the bump foils. Figure 10 shows the bump foil and PTFE after forming, where the cold flow behavior of the PTFE was found to produce better-formed bumps than the polyurethane and rubber sheets also tested. After formation of the top and bump foils, the hinged edges of the foils (Fig. 4 ) are curled in situ by bending them into the backing plate slots. A 3.2 mm diameter pin is used in conjunction with the backing plate to aid in the forming. Because this forming operation is done by working the foil directly into the plate, no additional specialized fixtures and tools are required for this operation. Photographs of the prototype bearing during and after assembly are shown in Figures 11 and 12 . Following the final forming steps of the foil members, metal straps are spot welded in the slots immediately adjacent to the inner and outer radii of the foils to prevent radial motion of the foils (shown in Fig. 12 ). Due to the arcuate nature of the pads, frictional torque exerts a radially inward force on the top foil when it is restrained on the leading edge, making the inner straps more critical to proper bearing operation. With the bearing fully assembled in this manner, there is a small amount of motion per- To properly form the top foils during heat treatment, they are seated against the bump foils under a small compressive force of 2 kPa, based on the total top foil area. Circular plates appropriately massed for this purpose and compatible with the heat treatment temperatures have demonstrated acceptable performance in this study when rested on top of the bearing during the treatment. The Inconel X-750 alloy commonly used for bearing foils is generally supplied in the annealed or solution heat treated state, in which it is formed into the appropriate bearing members. From these states, various heat treatments are possible to achieve desirable mechanical properties, some of which are described by DellaCorte et al [2] . For information on the recommended heat treatments for Inconel X-750 as well as other nickel-and cobaltbased alloys, the reader is referred to AMS 2774A [25] .
Prototype bearings are heat treated at 732 • C for 16 hours, followed by an air cool, per AMS 5698. Although this AMS specification is intended for cold drawn wire, it has been found to be appropriate for the thin foil employed in these bearings. This heat treatment is chosen because it provides acceptable elastic properties at elevated temperatures in excess of 540 • C, but does not require an inert gas or vacuum environment. In general practice however, it may be desirable to conduct this heat treatment in a non-oxidizing atmosphere to better control the foil surface 
Prototype Geometry
Based on the basic design principles outlined in the preceding section and dimensions available in the open literature, a prototype bearing geometry is selected, with relevant dimensions given in Table 1 . These dimensions are chosen in most cases out of convenience and no attempt has been made to optimize performance by varying these parameters. For detailed analysis on foil thrust bearings, as well as available geometry and performance data, the reader is referred to refs [3] , [17] , [18] , [20] , [26] , [27] , [28] , [29] , [30] .
Foil thrust bearings typically contain four to eight pads with individual angular extents of approximately 45 • and a ratio of outer radius to inner radius of about two. Heshmat et al provide a detailed optimization study concerning these bearing parameters [29] . The bearing described here contains six identical pads each with an angular extent of 45 • and a radius ratio of exactly two to represent typical thrust bearing designs.
Agrawal [22] , who describes a somewhat more complex foil thrust bearing than is undertaken in this study, notes that a bearing intended for a 50,000-100,000 rpm turbocompressor for an air cycle air conditioning system would typically have a 127-152 µm. thick top foil and an overall diameter of 10.16 cm. Based on this guidance, the outer diameter of the prototype bearing is set at 10.16 cm, and the top foil thickness is chosen to be 152 µm.
While the individual bump geometry can vary widely, a bump depth of 500 µm is selected for the prototype bump foil die based on data taken from refs. [3] and [13] . Although the referenced designs incorporate bumps that vary slightly in height along the extent of the pad, the bump heights in the prototype design are nominally equal, and the converging wedge geometry is developed from the hinged leading edge to the first bump. Iordanoff [17] [18] provides comprehensive analysis of the gas film profile which is a useful tool to improve on the bump geometry employed in this study. The radius of curvature for the bump is chosen to be 1.6 mm, as produced by a 3.2 mm diameter (1/8 inch) ball end mill. Bump foil thickness is chosen to be approximately 100 µm. to mimic forming characteristics reported by DellaCorte et al [2] . Each bump foil blank is divided into five bump strips of equal radial extent, ignoring the slit widths.
Heshmat [13] reports a radially-varying compliance distribution that puts the stiffest bump strips at the radial center of the pad, a soft bump strip on the inner radius where unit loading is lightest, and a medium bump stiffness on the outer diameter where loads are moderate, but increased compliance is required to accommodate misalignment. This qualitative design is chosen for the prototype bearing bump foil in order to demonstrate the capabilities of the indexable tooling previously described. Starting from the innermost bump strip and progressing radially outward, angular bump spacings of 11 • , 9 • , 7 • , 5 • , and 7 • provide approximate midline bump pitches of 5.36, 5.19, 4.65, 3.77, and 5.90 mm, respectively.
Preliminary Test Results
After assembly of a prototype bearing, several experimental tests are performed to verify proper bearing operation. A loaddeflection test of the bearing is first performed to ensure that the chosen complaint structure provides aggregate stiffness characteristics within an appropriate range for a bearing of this size. Figure 13 shows the average deflection of the bearing for various applied loads, where the load is reported per unit pad area. This shows an incremental bearing stiffness per pad area in the range of 1-10 N mm 3 for unit loadings of 7-70 kPa. Following the load-deflection test, the bearing is subjected to elevated temperature (425 • C) start-stop cycling against a PS304 [31] [32] solid lubricant-coated thrust runner to simulate the early surface-conditioning process that is expected to occur in a turbomachine application. During these cycles, a constant axial load of approximately 7 kPa is applied to the bearing as the runner is accelerated from rest to 20,000 rpm, held for a short time, and decelerated to a stop over a total-cycle period of about 15 seconds. This cycle profile exposes the bearing to dry sliding contact at low speeds as well as full-airborne operation at higher speeds, as would be experienced in practical applications. Figure  14 is a post-test photograph of a thrust bearing top foil showing characteristic top foil wear after cycling at high temperature.
After this initial conditioning test of more than 1000 cycles, the bearing is run at a constant speed of 23,000 rpm while in- Temperature creasing axial load in increments of 4-10 N followed by several minutes of dwell time at each load. Load capacity is reached when a large increase in torque accompanies a very small increase in load. Figure 15 shows the load-torque curve at 23,000 rpm, where the load capacity is determined to be 125 N. This is a modest value of load capacity, but it demonstrates the viability of this bearing design for parametric studies.
To compare the load capacity performance of the prototype bearing to published data, it is important to take into account, at Torque, N•mm Figure 15 . Torque versus Load at 23,000 rpm a minimum, the bearing geometry and operating speeds. Del-laCorte and Valco [33] report a simple rule-of-thumb model to aid in comparing the relative performance of various foil journal bearings, where the load capacity is determined to be a linear function of bearing surface velocity and bearing projected area, multiplied by a performance coefficient characteristic to the bearing design. This expression provides an estimate of bearing performance based on the fundamental principles of hydrodynamic lubrication, and it is anticipated that a similar performance model can be developed for foil thrust bearings. The equivalent mathematical expression for thrust bearings, is given as:
where:
W is the maximum steady-state load, N (lbs) D t is the load capacity coefficient, This expression describes thrust bearing load capacity as proportional to the runner surface velocity at the radial center of the top foil, and the total swept area of the bearing between the inner and outer radii of the foils. The bearing load capacity coefficient, when multiplied by these quantities, can provide a rough estimate of the maximum load the bearing can support, which is useful for feasibility and sizing studies.
Defined in this manner, the load capacity coefficient has units of force × time divided by length cubed, or viscosity per length. Physically, this reflects the ratio of the gas viscosity to the minimum tolerable (characteristic) film thickness, which is related to bearing and runner geometry, surface roughness, and details specific to the bearing design. For advanced bearing designs which more efficiently shape the film thickness distribution, this characteristic minimum film thickness is lowered, and higher load capacity performance is achieved.
Many foil thrust bearings do not have top foils that fully populate the swept area between the inner and outer pad diameters. The above expression conspicuously omits a factor which accounts for the portion of bearing area populated with load carrying top foils; this a consequence of system-level considerations. As noted earlier, turbomachine design practices favor a thrust runner with a minimized outer diameter. As such, the design of foil thrust bearings should favor the smallest required outer diameter to support a given load with adequate margin, and thus optimize the populated area to achieve that goal. If individual pads must have an angular separation to accommodate thermal management schemes or other design features, this expression for load capacity accounts for the associated spatial penalties and thus encourages the overall bearing design to be optimized.
It is notable that factors such as low-friction tribological coatings, effective thermal management, and highly smooth and flat surfaces have all been found to affect load capacity performance in foil thrust bearings [34] , consistent with the physical interpretation of the load capacity coefficient as defined. As a result, a particular bearing design can exhibit a wide range of load capacity coefficients. However, this simple expression may be useful in comparing the relative performance of various bearings, holding other factors such as surface roughness and coatings constant.
The open literature contains few reports of experimentally measured foil thrust bearing load capacity. Furthermore, many of these load capacity data are reported without the combination of geometry and speed conditions necessary to calculate a load capacity coefficient according to the proposed expression. Nevertheless, a few data are available containing all the necessary information to estimate a load capacity coefficient.
While not the same structural configuration as the foil thrust bearings under study here, Licht [14] gives a load capacity equivalent to a D t of 0.027 lb f in 3 krpm for a type of compliant thrust bearing. Koepsel [27] reports achieving a steady load capacity corresponding to a D t of 0.091. Heshmat and Shapiro [3] discuss the development of two designs for foil thrust bearings, achieving load capacity coefficients of 0.034 and 0.048 at 80 krpm. It is notable that these two bearings were only about 50% and 67% populated with top foils, however. In a more recent study with a fully populated bearing running at speeds from 25-40 krpm, Dykas [34] reports load capacities corresponding to a coefficient of 0.125 with a commercially available bearing. However, even this more recent data is obtained from a bearing design several years old, and the authors are not aware of sufficient details on the load capacities of state-of-the-art foil thrust bearings in the open literature to report currently achievable coefficients. It is anticipated that this data will become more readily available in the near future. The single load capacity datum taken for the prototype bearing achieves an uncooled load capacity coefficient of 0.024 for a 75% populated bearing with bare Inconel X-750 foils and a runner surface roughness of R a = 0.36µm, demonstrating a useful load capacity for parametric study. Furthermore, a visual inspection of post-test bearing wear suggests poor padto-pad consistency, implying that better quality control may improve performance.
Concluding Remarks
Using design methodologies laid out by DellaCorte, et al. [2] , a basic foil thrust bearing design is outlined to demonstrate a modular bearing intended to provide rapid and low cost design iterations. The authors do not claim high load capacity or an optimized bearing, preferring instead to demonstrate the relative ease with which a simple foil thrust bearing can be constructed for experimental testing. With a modest investment in similar tooling, bearing backing plates, and foil material, marginal costs for subsequent bearing designs can be relatively low.
Initial performance data obtained from the test bearing described herein demonstrates a working prototype, and thus verify the basic methods by which it has been constructed. Further refinements of these methods are easily achievable by foil bearing practitioners wishing to adopt a bearing architecture conducive to parametric testing and low cost.
